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MULTI-STRUCTURE METAL MATRIX 
COMPOSITE ARMOR AND METHOD OF 

MAKING THE SAME 

FIELD OF THE INVENTION 

This invention relates to lightweight armor systems in 
general and more speci?cally to an integrated, multi 
laminate, multi-material system. 

BACKGROUND OF THE INVENTION 

Many different kinds of lightWeight armor systems are 
known and are currently being used in a Wide range of 
applications, including, for example, aircraft, light armored 
vehicles, and body armor systems, Wherein it is desirable to 
provide protection against bullets and other projectiles. 
While early armor systems tended to rely on a single layer 
of a hard and brittle material, such as a ceramic material, it 
Was soon realiZed that the effectiveness of the armor system 
could be improved considerably if the ceramic material Were 
af?xed to or “backed up” With an energy absorbing material, 
such as high strength Kevlar ?bers. The presence of the 
energy absorbing backup layer tends to reduce the spallation 
caused by impact of the projectile With the ceramic material 
or “impact layer” of the armor system, thereby reducing the 
damage caused by the projectile impact. Testing has dem 
onstrated that such multi-layer armor systems tend to stop 
projectiles at higher velocities than do the ceramic materials 
When utiliZed Without the backup layer. While such multi 
layer armoring systems are being used With some degree of 
success, they are not Without their problems. For example, 
dif?culties are often encountered in creating a multi-layered 
material structure having both suf?cient mechanical strength 
as Well as suf?cient bond strength at the layer interfaces. 

Partly in an effort to solve the foregoing problems, armor 
systems have been developed in Which a “graded” ceramic 
material having a gradually increasing dynamic tensile 
strength and energy absorbing capacity is sandWiched 
betWeen the impact layer and the backup layer. An example 
of such an armor system is disclosed in US. Pat. No. 
3,633,520 issued to Stiglich and entitled “Gradient Armor 
System,” Which is incorporated herein by reference for all 
that it discloses. The armor system disclosed in the forego 
ing patent comprises a ceramic impact layer that is backed 
by an energy absorbing ceramic matrix having a gradient of 
?ne metallic particles dispersed therein in an amount from 
about 0% commencing at the front or impact surface of the 
armor system to about 0.5 to 50% by volume at the backup 
material. The armor system may be fabricated by positioning 
successive layers of poWder mixtures comprising the appro 
priate volume ratios of ceramic and metallic materials in a 
graphite die and onto a graphite bottom plunger. A top 
plunger is placed in the die in contact With the poWder layers 
and the entire assembly is thereafter placed Within an 
induction coil. PoWer is applied to the induction coil to heat 
the poWder and die. Substantial pressure (e.g., about 8,000 
psi) is then applied to the die to sinter the poWder material 
and form the gradient armor system. While the foregoing 
type of armor system Was promising in terms of 
performance, the poWder metallurgy process used to form 
the graded composite layers proved dif?cult to implement in 
practice. Consequently, such armor systems have never been 
produced on a large-scale basis. 

SUMMARY OF THE INVENTION 

A lightWeight armor system according to the present 
invention may comprise multiple reinforcement materials 
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2 
layered Within a single metal matrix casting. The multiple 
reinforcement materials can include an in?nite combination 
of reinforcement material types and geometries. These rein 
forcements may comprise inorganic material systems such 
as ceramics, metals or composites With microstructures that 
may be porous, dense, ?brous, or particulate. Other rein 
forcement layers include dense ceramic structures contain 
ing interior voids or holloW regions and ceramic fabrics 
including ceramic-?ber Weaves. The geometries can be in 
the form of ?at plates of varying thickness, of multiple 
sequences and combinations of the reinforcing materials, 
and in the forms of spikes, spheres, rods, etc. The reinforce 
ment materials are in?ltrated With liquid metal Which solidi 
?es Within the material layers of open porosity. The liquid 
metal also bonds the materials together to create a coherent 
structure. The reinforcement materials can be selected 
according to their individual fractions of void volume, or 
lack thereof in dense materials, that are to be in?ltrated With 
liquid metal. The selection of different reinforcement mate 
rial types alloWs the designer to vary thermal expansion 
coef?cients throughout the structure to create varying stress 
states for increased effectiveness of the armor system. The 
selection of different reinforcement types may also be based 
on strength, toughness, and Weight attributes of the indi 
vidual material types desirable for projectile impact protec 
tion. 
A process for producing a lightWeight armor system may 

comprise the steps of 1.) positioning stacked layers of 
reinforcement materials Within a mold chamber of a closed 
mold and 2.) in?ltrating the reinforcement materials With a 
liquid metal and alloWing for the metal to solidify to form a 
metal matrix composite. The liquid metal is introduced 
under pressure into the casting mold and in?ltrates and 
encapsulates the stacked layers of reinforcement materials 
Within the mold. The mold chamber is fabricated to create 
the ?nal shape or closely approximate that desired of the 
?nal product. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention is best understood from the folloWing 
detailed description When read in connection With the 
accompanying draWings, Which illustrate an embodiment of 
the present invention: 

FIG. 1 is a cross sectional vieW of the “layup” or 
reinforcement layers Which are set in a mold chamber 12 and 
include layers of hard material 25, and reinforcement mate 
rials 15 and 20. 

FIG. 2 is a cross sectional vieW of an armor system 
produced according to the process of the present invention 
shoWing the product of the metal casting in the form of a 
metal skin 45, a hard layer 25, and metal matrix composite 
layers 30 and 35. 

FIG. 3 is a cross sectional vieW of an armor system 
produced according to the process of the present invention 
shoWing the product of the metal casting in the form of a 
metal skin 45 enveloping spikes or rods 27, a hard layer 25, 
and metal matrix composite layers 30 and 35. 

FIG. 4 is a cross sectional vieW of the “layup” or 
reinforcement layers Which are set in a mold chamber 12 and 
include layers of hard material 25, and reinforcement mate 
rials 15 and 20, With “crush Zones” Within layers 20 and 25. 

FIG. 5 is a cross sectional vieW of an armor system 
produced according to the process of the present invention 
shoWing the product of the metal casting in the form of a 
metal skin 45, a hard layer 25, metal matrix composite layers 
30 and 35, and “crush Zones” contained Within layers 25 and 
35. 
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DETAILED DESCRIPTION OF THE 
INVENTION 

A lightweight armor system 10 according to the present 
invention is best seen in FIGS. 1 through 5 and may 
comprise a multi-layer combination of hard or dense sub 
stances and ductile components. FIG. 1 illustrates a “layup” 
or combination of reinforcing constituents. The reinforce 
ment comprises a microstructure designed to have a prede 
termined fraction of void volume or open structure that is to 
be subsequently ?lled With molten metal. The shape of the 
“layup” is determined by the dimensions of the casting 
cavity 12 used to create a single integrated solid structure. 
The layered materials 15,20, and 25 Would be set into a 
casting mold in an amount necessary to conform to the shape 
of the mold. In one embodiment the “layup” may include a 
combination of reinforcement material layers such as a 
reinforcement layer 15 of carbon ?ber, at a volume of 20% 
or more, a reinforcement layer 20 of silicon carbide preform, 
at a 20% or more volume, and a hard layer 25 of dense 
ceramic such as aluminum oxide, silicon carbide, boron 
nitride, silicon nitride, or chemical vapor deposit diamond. 
A hard layer of a high density metal such as depleted 
uranium, tungsten, titanium and molybdenum may also be 
utiliZed. Other suitable reinforcement materials include but 
are not limited to ceramics such as aluminum nitride, 
aluminum oxide, boron nitride, diamond, graphite, carbon, 
and silicon nitride; ceramic alloys such as alumino silicates, 
silicon aluminum oxy-nitrides; metals such as depleted 
uranium, tungsten, and molybdenum; and glass. It is under 
stood that all reinforcement materials disclosed and their 
equivalents may be either in dense, particulate or ?brous 
form. Furthermore, other reinforcement layers of amorphous 
or polycrystalline structure material deemed suitable for 
ballistic resistance and hard layers of high strength steels, 
metal alloys, and ceramic alloys may be utiliZed in subject 
invention. It is also understood that the “layup” disclosed 
herein is illustrative of one embodiment of subject invention 
and that subject invention may comprise multiple reinforce 
ment layers and multiple hard layers arranged in any manner 
suitable for ballistic resistance. The reinforcement material 
layers and hard layers may comprise one or more open or 
void spaces or “crush Zones” that are sealed Within the layers 
to prevent metal in?ltration during the metal in?ltration 
casting process. These crush Zones may be in the form of 
particulate reinforcements in Which the particulates are 
“holloW” or contain closed porosity, for example, holloW 
ceramic spheres contained Within the particulate reinforce 
ment layer. These “crush Zones” may also be in the form of 
ceramic or metal plates Which contain closed porosity or 
cavities. These micro or macro-scale closed porosity struc 
tures or cavities can be formed Within a plate or reinforce 
ment utiliZing conventional processing methods knoWn in 
the art. FIG. 4 illustrates “crush Zones” Within reinforcement 
layer 20 and hard layer 25. The volume fraction of rein 
forcement material is determined by its type, and selected 
according to desired ballistic resistance properties, and by 
the ?nal CTE requirement of the particular layer of the 
integrated structure. For example, in the case of a SiC 
particulate preform in?ltrated With molten aluminum, the 
volume fraction of SiC is in the range of 0.20 to 0.70 and is 
sufficient to obtain composite CTE values in the range of 6 
to 13 or more ppm/degree Celsius When exposed to tem 
peratures in the range of —50 to 150 degree celsius. In a 
structure having graphite ?ber reinforce ment, the volume 
fraction of 0.60 graph ite ?bers is suf?cient enough to 
produce CTE values of less than 5 ppm/degree Celsius. A 
hard layer 25 of dense BN plate may have a CTE value of 
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4 
4 ppm/degree celsius. Aprocess of forming a reinforcement 
constituent, Which may be utiliZed in subject invention, is 
disclosed in Us. Pat. No. 5,047,182, incorporated herein by 
reference for all it discloses. 

These reinforcement layers are placed into a mold cavity 
12 suitable for molten metal in?ltration casting. The rein 
forcement mold cavity is typically prepared from a graphite 
die suitable for molten metal in?ltration casting With the 
dimensions de?ned to produce a multi-structure metal 
matrix composite. A lid 13 de?nes the mold cavity 12 prior 
to in?ltration casting. The layered reinforcement material is 
next in?ltrated With molten aluminum to form a dense 
hermetic metal matrix composite in the desired product 
shape geometry. Referring to FIG. 2, any open voids Within 
the reinforcement layers are ?lled With aluminum during the 
Al in?ltration process, creating metal in?ltrated reinforce 
ment layers 30, 35. The hard layer 25 is bonded to rein 
forcement layer 35 during Al in?ltration and upon comple 
tion of the Al in?ltration process all layers 25, 30, and 35 are 
bonded together or encapsulated by aluminum skin 45. 
Referring to FIG. 5, hard layer 25 and metal in?ltrated 
reinforcement layer 35 contain holloW, closed, “crush 
Zones” that are not penetrated during metal in?ltration. The 
Al in?ltration process causes aluminum to penetrate 
throughout the overall structure and solidi?es Within the 
material layers of open porosity, extending from one layer to 
the next, thus binding the layers together and integrating the 
structure. While molten aluminum is the embodiment illus 
trated other suitable metals include but are not limited to 
aluminum alloys, copper, titanium and magnesium, and 
other metal alloys cast from the molten liquid phase. The 
liquid metal in?ltration process is described in U.S. Pat. No. 
3,547,180 and incorporated herein by reference for all that 
it discloses. Referring to FIG. 3, the mold cavity may also 
include sections of spikes or rods 27 of the same dense 
ceramic or high density metal utiliZed by the reinforcement 
layers. These spikes or rods Would be enveloped in alumi 
num 45 during the in?ltration process. 
The metal matrix composite armor containing the insert is 

next demolded or removed from the closed mold. A signi? 
cant advantage of a lightWeight armor system 10 according 
to the present invention is that the various layers (30,35, and 
25) thereof comprise different materials Which have different 
properties to increase the overall effectiveness of the armor 
system. For example, the hard layer 25 has a high compres 
sive strength and acoustic impedance, thus making it ideal 
for the hard, projectile-shattering medium. The metal matrix 
composite interlayer 35 mechanically constrains (i.e. 
supports) the hard layer 25 and aluminum skin 45. The 
mechanical support provided by the metal matrix composite 
interlayer 35 delays the onset of shattering of the impact 
layers 25 and aluminum skin 45 that occurs on projectile 
impact. The delayed shattering of the impact layers 25 and 
aluminum skin 45 improves the performance of the armor 
system 10. The metal matrix composite interlayer 35 also 
dissipates and attenuates the stress Wave produced by the 
projectile impact. The energy dissipation function is 
enhanced by the variable ratio of hard and ductile layers. 
That is, the outer cermet (i.e. those layers having a larger 
percentage of ceramic material) layers or hard layer 25 is 
harder than inner layer 35 and outermost backing layer 30. 
These differing material properties tend to absorb or attenu 
ate the shock Wave more effectively than is generally pos 
sible With a material that has uniform material properties 
throughout. UtiliZing material layers of different CTE values 
produces compressive and tensioned layers throughout the 
composite armor after metal in?ltration and solidi?cation. 
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For example, high CTE AlSiC as a center layer, bounded by 
a loW CTE ceramic plate at the top and bottom surface 
Would result in compressive states at both the top and bottom 
sufaces thereby increasing fracture resistance. Furthermore, 
compressive forces on the surfaces Would alloW impact 
fractures to close or “heal”. 

It should be understood that the preceding is merely a 
detailed description of one embodiment of this invention and 
that numerous changes to the disclosed embodiment can be 
made in accordance With the disclosure herein Without 
departing from the spirit or scope of the invention. Rather, 
the scope of the invention is to be determined only by the 
appended claims and their equivalents. 
We claim: 
1. An integrated layered armor, comprising: 
Aplurality of layers comprising at least one hard layer, at 

least one metal matrix composite layer, and at least one 
metal enveloping layer, each hard layer exhibiting a 
degree of hardness capable of shattering or stopping a 
projectile impacting thereon and dissipating at least a 
portion of the kinetic energy associated With the result 
ing projectile pieces Which impact on said hard layer, 

Wherein said metal matrix composite layer comprises a 
reinforcement material, said reinforcement material 
having a fraction of void volume, said metal matrix 
composite further comprising a metal, said metal in?l 
trated Within said void volume of said reinforcement 
material during in?ltration casting, 

Wherein said reinforcement material further comprises a 
fraction of closed void spaces therein, said closed void 
spaces not in?ltrated With said metal during said in?l 
tration casting, said closed void spaces de?ning crush 
Zones therein, 

said metal matrix composite layer exhibiting a degree of 
ductility Which causes said metal matrix composite 
layer to yield under the force of impinging pieces of the 
shattered projectile Which pass through an adjacent 
hard layer thereby dissipating at least a portion of the 
remaining kinetic energy, With each of said plurality of 
metal matrix composite layers formed by metal in?l 
tration casting, said metal in?ltration casting binding 
said plurality of layers together to form an integrated 
structure, said metal in?ltration encapsulating said plu 
rality of layers to form a dense hermetic metal matrix 
composite in the desired product shape geometry. 

2. An integrated layered armor as in claim 1 Wherein said 
reinforcement material is a ceramic selected from the group 
consisting of silicon carbide, silicon nitride, aluminum 
nitride, aluminum oxide, boron-nitride, diamond, carbon, 
and graphite. 

3. An integrated layered armor as in claim 1 Wherein said 
metal in?ltrated Within said void volume is selected from the 
group consisting of aluminum, copper, titanium and mag 
nesium. 

4. An integrated layered armor as in claim 1 Wherein said 
metal matrix composite comprises at least 20% or more 
volume of said reinforcement material. 

5. An integrated layered armor as in claim 1 Wherein said 
reinforcement material is a ceramic. 

6. An integrated layered armor as in claim 1 Wherein said 
reinforcement material is a metal selected from the group 
consisting of depleted uranium, tungsten, and molybdenum. 

7. An integrated layered armor as in claim 1 Wherein said 
reinforcement material is glass. 

8. An integrated layered armor as in claim 1 Wherein said 
reinforcement material is a ceramic alloy. 

9. An integrated layered armor as in claim 1 Wherein said 
reinforcement material is a metal. 

10. An integrated layered armor, comprising: 
Aplurality of layers comprising at least one hard layer, at 

least one metal matrix composite layer, and at least one 
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metal enveloping layer, each hard layer exhibiting a 
degree of hardness capable of shattering or stopping a 
projectile impacting thereon and dissipating at least a 
portion of the kinetic energy associated With the result 
ing projectile pieces Which impact on said hard layer, 

Wherein said hard layer further comprises a fraction of 
closed void spaces therein, said closed void spaces not 
in?ltrated With said metal during said in?ltration 
casting, said closed spaces de?ning crush Zones therein, 

said metal matrix composite layer exhibiting a degree of 
ductility Which causes said metal matrix composite 
layer to yield under the force of impinging pieces of the 
shattered projectile Which pass through an adjacent 
hard layer thereby dissipating at least a portion of the 
remaining kinetic energy, With each of said plurality of 
metal matrix composite layers formed by metal in?l 
tration casting, said metal in?ltration casting binding 
said plurality of layers together to form an integrated 
structure, said metal in?ltration encapsulating said plu 
rality of layers to form a dense hermetic metal matrix 
composite in the desired product shape geometry. 

11. An integrated layered armor as in claim 10 Wherein 
said hard layer is a dense ceramic selected from the group 
consisting of aluminum oxide, silicon carbide, boron nitride, 
silicon nitride, and tungsten carbide. 

12. An integrated layered armor as in claim 10 Wherein 
said hard layer is a high density metal selected from the 
group consisting of depleted uranium, tungsten, titanium 
and molybdenum. 

13. An integrated layered armor as in claim 10 Wherein 
said hard layer is a dense ceramic. 

14. An integrated layered armor as in claim 10 Wherein 
said hard layer is a metal alloy. 

15. An integrated layered armor as in claim 10 Wherein 
said hard layer is a ceramic alloy. 

16. An integrated layered armor as in claim 10 Wherein 
said hard layer is steel. 

17. An integrated layered armor, comprising: 
Aplurality of layers comprising at least one hard layer, at 

least one metal matrix composite layer, and at least one 
metal enveloping layer, each hard layer exhibiting a 
degree of hardness capable of shattering or stopping a 
projectile impacting thereon and dissipating at least a 
portion of the kinetic energy associated With the result 
ing projectile pieces Which impact on said hard layer, 
Wherein said at least one enveloping layer includes 
spikes or rods integrated therein, 

said metal matrix composite layer exhibiting a degree of 
ductility Which causes said metal matrix composite 
layer to yield under the force of impinging pieces of the 
shattered projectile Which pass through an adjacent 
hard layer thereby dissipating at least a portion of the 
remaining kinetic energy, With each of said plurality of 
metal matrix composite layers formed by metal in?l 
tration casting, said metal in?ltration casting binding 
said plurality of layers together to form an integrated 
structure, said metal in?ltration encapsulating said plu 
rality of layers to form a dense hermetic metal matrix 
composite in the desired product shape geometry. 

18. An integrated layered armor as in claim 17 Wherein 
said enveloping layer completely encases said at least one 
hard layer and said at least one metal-matrix composite 
layer. 

19. An integrated layered armor as in claim 17 Wherein 
said enveloping layer is a metal selected from the group 
consisting of aluminum, aluminum alloys, copper, titanium, 
and magnesium. 


